Study of the sound absorption properties of 3D-printed open-porous ABS material structures by Vašina, Martin et al.
polymers
Article
Study of the Sound Absorption Properties of
3D-Printed Open-Porous ABS Material Structures
Martin Vasina 1,3,* , Katarina Monkova 2,3,* , Peter Pavol Monka 2,3, Drazan Kozak 4
and Jozef Tkac 2
1 Faculty of Mechanical Engineering, VŠB-Technical University of Ostrava, 17. listopadu 15/2172,
708 33 Ostrava-Poruba, Czech Republic
2 Faculty of Manufacturing Technologies, Technical University in Kosice, 080 01 Presov, Slovakia;
peter.pavol.monka@tuke.sk (P.P.M.); jozef.tkac@tuke.sk (J.T.)
3 Faculty of Technology, Tomas Bata University in Zlin, Nam. T.G. Masaryka 275, 760 01 Zlin, Czech Republic
4 Mechanical Engineering Faculty in Slavonski Brod, Josip Juraj Strossmayer University of Osijek, Trg Ivane
Brlic-Mazuranic 2, HR-35000 Slavonski Brod, Croatia; dkozak@sfsb.hr
* Correspondence: vasina@utb.cz (M.V.); katarina.monkova@tuke.sk (K.M.); Tel.: +420-57-603-5112 (M.V.);
+421-55-602-6370 (K.M.)
Received: 2 April 2020; Accepted: 2 May 2020; Published: 6 May 2020


Abstract: Noise pollution is a negative factor that affects our environment. It is, therefore, necessary to
take appropriate measures to minimize it. This article deals with the sound absorption properties of
open-porous Acrylonitrile Butadiene Styrene (ABS) material structures that were produced using
3D printing technology. The material’s ability to damp sound was evaluated based on the normal
incidence sound absorption coefficient and the noise reduction coefficient, which were experimentally
measured by the transfer function method using an acoustic impedance tube. The different factors
that affect the sound absorption behavior of the studied ABS specimens are presented in this
work. In this study, it was discovered that the sound absorption properties of the tested ABS
samples are significantly influenced by many factors, namely by the type of 3D-printed, open-porous
material structure, the excitation frequency, the sample thickness, and the air gap size behind the
sound-absorbing materials inside the acoustic impedance tube.
Keywords: Acrylonitrile Butadiene Styrene; sound absorption; 3D printing technology; frequency;
thickness; air gap
1. Introduction
Noise pollution currently has a major impact on the environment, human health, and the economy.
In general, noise control includes active and passive management [1]. An active noise control (ANC)
system cancels undesirable sound based on its superposition attitude [2]. An ANC system features
electroacoustic equipment, which is built based on destructive intervention by creating an antinoise
of equal amplitude and an opposite phase to the unwanted sound [3]. ANC systems that use no
noise-absorbing materials [4] are effective for low-frequency noise. In contrast, passive noise control
(PNC) systems that use sound-absorbing materials are relatively large, expensive, and ineffective with
low frequencies [2,5]. Regarding low frequencies, this is because the thickness of the absorbers is
insufficient compared to the acoustic wavelength [4]. For this reason, PNC systems are effective only
for high-frequency noise [6]. Porous materials (e.g., foam or glass wool) are usually applied to reduce
undue noise [7]. New types of suitable sound-absorbing materials are continuously being developed.
Compared to conventional manufacturing technologies, it is possible to produce sound-absorbing
materials with advanced open-pore structures using a 3D printing technique.
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Fakrul et al. [8] studied the use of a 3D-printed lattice structure as a sound absorber.
Their paper investigates the sound absorption characteristics of a lattice structure produced by additive
manufacturing to improve the acoustic characteristics that cannot be fulfilled by a typical sound absorber.
The study confirmed that lattice structures can absorb sound mostly above 1 kHz. Sim et al. [9] were
involved in the preparation of nanocomposite films of polycarbonate/polyacrylonitrile-butadiene-styrene
(PC/ABS), and investigated not only the rheological and mechanical properties of this material, but also
its ability to absorb sound. The PC/ABS thin films were made by a simple solvent casting method
using phenylene modified-mesoporous silica materials as additives and dichloromethane as a solvent.
The tensile properties of these materials were experimentally tested at ambient temperature according
to ASTM D638. The authors discovered that depending on the production process, the PC/ABS
nanocomposites containing mesoporous materials could also be used as sound insulation materials.
Wang et al. [10] investigated the production of a lattice structure by an additive method, the geometry
of which was optimized through graded mesostructures. The design of the geometry of the global cell
structure, as well as the microstructure distribution in the material and its scale, reflect load bearing.
Cao et al. [11] studied the application of porous materials for sound absorption. This review describes
not only the process of sound absorption and the predictive behavioral models of porous materials
that are characterized by their sound-absorption properties, but also analyses the development of the
principles for designing foams and fibrous sound-absorbing materials, including their production.
Some scenarios and perspectives on sound-absorbing structures and improvements to their properties
are introduced in the conclusions of the paper. Gulia and Gupta [12] studied the damping of noise in a
triple board for which they used a porous material and a sonic crystal with a specific resonant area.
To suppress the sound transmission in the triple panel, they combined the characteristics of the material
with porosity and a locally-resonant sonic crystal. An analytical method was used for this research.
The results highlight two types of sudden decreases in the loss of sound transmission: Bragg’s dip and
the dip caused by panel oscillation. To avoid a sudden drop in sound loss, the cavities of a porous
material were filled with a medium. Yoon et al. [13] studied porous materials and optimized their
topology to improve their noise absorption properties. The goal of their research was to develop a
numerical method to appropriately distribute the solid elements in a layer of a porous structure with a
constant thickness so that the noise would be completely absorbed. No special process was used for
the initial distribution of the solid inclusions. Only then were the systematic multiple distributions
of the solid inclusions implemented in a given porous layer, which was realized using a topology
optimization formula. The results of the finite element-based numerical method showed that different
types of resonances appear in the optimized layer, which absorbs noise for all considered frequencies
simultaneously. The influence of processing conditions on the quality of the geometry of the lattice
structures was assessed by Rosli et al. [14], whose research investigated the effects of the processing
parameters of the fused deposition modelling (FDM) technique on the geometrical quality of an ABS
polymer lattice structure. The variations in the layer thickness of the FDM machine used in this study
were 70 µm, 200 µm, and 300 µm. Examinations of the diameter circularity of the printed lattice blocks
were conducted via direct measurements and formulations from a previous study. It was found that a
layer thickness of 200 µm produced a more accurate strut diameter with a reliable mechanical response.
Kim et al. [15] developed experiments to investigate the semi-active control of a sophisticated porous
material related to its ability to absorb noise. The authors developed a smart structure that can reduce
sound in a wide range of frequencies when semi-active regulation is realized through the application
of a magnetic reactive material. Jimbo and Tateno [16] focused on creating a lattice structure with
isotropic tensile strength that can be produced in an additive way. ABS material and geometry with a
body-centered cubic (BCC) structure were selected to be studied. This type of cell was proposed to
eliminate the anisotropic qualities caused by additive manufacturing. The specimens were produced
via FFM technology, and the hypothesis of the isotropic tensile strength properties of such a structure
was confirmed by experimental tests. Salomons et al. [17] studied the operation of soundwaves for
fluid flow in a structure using the Lattice Boltzmann method (LBM). In the published manuscript,
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this method was applied to the analysis of noise propagation in several different environments, such as
a free field, porous and nonporous structures, the sound barrier, and a windy atmosphere. The results
obtained using the LBM were compared with the corresponding results computed based on the acoustic
equations. It was concluded that the LBM is an appropriate method for soundwave investigations,
but that it is necessary to take into account that the dispersion of soundwaves within the LBM is usually
much greater than their dissipation in the air. Zvolensky et al. [18] investigated the behavior of noise
propagation through a porous material and the specific parameters of noise pollution. The authors
focused on a computer simulation of the sound transmitted through wagon walls and on the usage of
noise analyses during the operation of a train. In the article, the acoustic characteristics of the primary
materials were compared with those of the new ones. Chen et al. [19] were involved in the development
of an acoustic superlens based on single-phase lattice metamaterials in the shape of a star made of steel.
The authors invented low-density superlens which can reach a sound focus over the diffraction limit.
These lattice structures offer rich resonances to induce abnormal dispersion effects, as specified by the
negative parameter indices. Their study showed that this type of structure has double negative index
properties that can mediate these effects for sound in water.
The present work aims to investigate the different factors that affect the sound absorption properties
of 3D-printed ABS materials with various open-pore structures. Although many studies have been
published related to the sound properties of porous materials, the proposed types of structures
(produced from an ABS material) have not yet been investigated.
2. Materials and Methods
2.1. Materials
The specimens for the experimental tests were produced from an ABS (acrylonitrile-butadiene-styrene)
material (Smart Materials 3D, Alcala la Real, Spain), which is one of the most commonly-used thermoplastic
polymers for 3D printing technology. Due to its physical properties, this material is very often chosen
to produce a wide range of components for use in relatively safe machines that are easy to operate. It is
resistant to abrasion and high temperatures (its melting point is 200 ◦C/392 ◦F), and it is lightweight [20].
Its mechanical properties, such as impact and tensile strength, as well as stiffness, are very good.
ABS is soluble in acetone. However, ABS also resists many chemical formulas. Moreover, this plastic
has good surface quality and flame retardancy. It is recyclable and available to both professionals
and the general public. Consequently, ABS is an ideal material for the production of inexpensive
prototypes and architectural models for engineers or research departments, as well as for the creation
of inexpensive material handling equipment [21,22].
2.2. Samples Production
ABS is a material that is primarily used by 3D printers based on the FDM (Fused Deposition
modelling) technique (see Figure 1).
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The material for 3D printing is prepared in the form of a long filament that is wound on a spool.
This spool enters through the print head, which can move in the x and y axes (i.e., the plane of the
printing bed). The movement of the head is digitally controlled based on the shape of the produced
body in the given layer. The molten material is applied in a thin layer on the building platform to
which it adheres. After the deposition of the first layer, the platform moves down, and a new layer
is applied. This process repeats until the new component is finished. One of the advantages of 3D
printing technology is the possibility to make parts with complex shapes that are non-manufacturable
(or very difficult) with other methods. Such products include lightweight components with internal
porous structures. The mechanical properties of porous structures are significantly affected by the
material used and by the geometry of the structure. A very important parameter of porous materials is
the “relative density”, or “Volume ratio Vr”. This parameter expresses how much cell space is filled
with material, and is described by the Equation (1) [23]:
Vr(%) =
VS
VT
× 100 (1)
where VS is the volume of the solid phase and VT is the total body volume. In this study, three types
of lattice structures (Cartesian, Starlit, and Octagonal) were modelled and produced from the plastic
material ABSplus-P430 Ivory using the FDM technique. All the samples had a cylindrical shape with
an outer diameter of ϕ29 mm (based on the testing device requirements) and three different lengths
(thicknesses), i.e., 10, 20, and 30 mm. The core of every sample was filled with a lattice structure with a
volume ratio Vr = 57%, while the thickness of the outside cylindrical shell (fully filled by the material)
was 2 mm. All basic cell types were modelled with the outer horizontal, outer vertical, and inner
angular beams/struts. The z axis is the building axis, normal to the building platform (plane xy).
The volume ratio was controlled by using a strut diameter of 1.4 mm. The structure types and their
characteristics are presented in Table 1, while the produced samples are shown in Figure 2.
Table 1. Types of 3D-printed structures.
Structure
Type
Volume
Ratio (%) Label Front View
Strut
Diameter
Cell Sizes
(mm)
Cartesian 57 C_57
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2.3. Measurement Methodology
2.3.1. Sound Absorption Coefficient
If the incident acoustic energy EI is propagated from a noise source to a material surface, some of
this incident energy is reflected from the surface. The remainder of the incident acoustic energy is
absorbed by the tested acoustical material. The material’s ability to damp noise is expressed by the
sound absorption coefficient α, which is defined by the following equation [24]:
α =
EA
EI
= 1− ER
EI
(2)
where EA represents the absorbed acoustic energy and ER is the reflected acoustic energy (see Figure 3b).
The basic function of sound-absorbing materials is to transform the incident acoustic energy into heat.
There are two mechanisms by which the acoustic energy is dissipated: viscous-flow losses and internal
friction [25].
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M2—measuring microphones; t—sample thickness; W—solid wall; x1, x2—microphone distances from
the tested ABS sample.
2.3.2. Noise Reduction Coefficient
The mat rial’s ability to absorb s und depends on several factors, such as the materi l type,
thickness, density, structure, excitation frequency, and temperature. The noise reduction coefficient
(NRC) includes the effect of the excitation frequency on the sound absorption coefficient and is a
single number, which is defined as the arithmetical average of the sound absorption coefficients at the
frequencies 250, 500, 1000, and 2000 Hz [26,27]:
NRC =
α250 + α500 + α1000 + α2000
4
. (3)
2.3.3. Sound Absorption Properties
The sound absorption behavior of the investigated 3D-printed ABS materials was measured
using a two-microphone acoustic impedance tube (BK 4206) in combination with a signal PULSE
multi-analyzer (BK 3560-B-030) and a power amplifier (BK 2706) in the frequency range of 200–6400
Hz (Brüel & Kjær, Nærum, Denmark). A schematic diagram of the experimental apparatus is shown in
Figure 3a. The normal incidence soundwave absorption of the tested samples of a given thickness t
(from 10 to 30 mm) was experimentally determined for different air gap sizes a (ranging from 0 to 100
mm) behind the investigated ABS specimens, as shown in Figure 3b. All experiments were carried out
at the ambient temperature of 23 ◦C.
The frequency dependencies of the sound absorption coefficient of the investigated materials
were obtained by the transfer function method ISO 10534-2 [28], which is based on the partial standing
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wave principle. In this case, the normal incidence sound absorption coefficient α is expressed by the
following formula [29,30]:
α = 1− |r|2 = 1− r2r − r2i (4)
where r is the normal incidence reflection factor, and rr and ri are the real and imaginary components
of the factor r, which is given by
r = rr + iri =
H12 −HI
HR −H12 ·e
2k0·x1i (5)
where H12 is the complex acoustic transfer function, HI is the transfer function for the incident wave,
HR is the transfer function for the reflection wave, k0 is the wave number, and x1 is the distance between
the investigated material sample and the microphone M1 (see Figure 3b). The transfer functions are
expressed as follows:
H12 =
p2
p1
=
ek0·x2i + r·e−k0·x2i
ek0·x1i + r·e·k0·x1i (6)
HI = e−k0·(x1·x2)i (7)
HR = ek0·(x1·x2)i (8)
where p1 and p2 are the complex sound pressures at the two microphone positions, and x2 is the
distance between the investigated material sample and the microphone M2 (see Figure 3b).
3. Results and Discussion
This section explores the different factors that influence the sound absorption properties of the
investigated 3D-printed, open-pore ABS materials, whose designations are as follows: The sample
designation is first described by its structure type (see Table 1). Subsequently, the sample designation
consists of two numbers. The first number represents the sample thickness (in mm). The second
number defines the air gap size a (in mm) behind the sample inside the impedance tube (see Figure 3b).
3.1. Frequency Dependencies of the Sound Absorption Coefficient
3.1.1. Effect of Structure Type
The effect of the structure type on the sound absorption properties of the investigated 3D-printed
ABS materials is demonstrated in Figure 4. Examples of the frequency dependencies of the sound
absorption coefficient for the ABS samples of the same thickness (i.e., t = 20 mm) are shown in Figure 4a.
In this case, the samples were mounted directly on the solid wall W (i.e., with a = 0 mm) inside the
impedance tube (see Figure 3b). Similarly, the structural effect of the tested 3D-printed ABS materials
(with t = 10 mm and a = 30 mm) is presented in Figure 4b. It is evident from these comparisons that the
structural effect on sound absorption is negligible at low excitation frequencies, namely at f < 2 kHz
(see Figure 4a) and at f < 700 Hz (see Figure 4b). Subsequently, better sound absorption properties
were obtained for the ABS samples, which were produced with the Starlit structure. The ability of
open-porous material structures to damp sound is related to the airflow resistivity of these structures.
Generally, increasing the airflow resistivity improves sound absorption properties [31,32] in the whole
frequency range but only up to an intermediate value. If the porous materials are too acoustically
resistive and their airflow resistivity is very high, the sound absorption properties of these materials
are very low during the propagation of an acoustic wave through their porous structures. The Starlit
structure (see Table 1) is characterized by more complicated pore shapes compared to the Cartesian
and Octagonal structures, resulting in higher airflow resistivity of the open-porous Starlit structure.
For these reasons, the ABS samples produced with the Starlit structure exhibit better sound absorption
performance than the other open-porous structures. This phenomenon is accompanied by higher
internal friction during the propagation of an acoustic wave through this structure, and by greater
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transformation of incident acoustic energy into heat. This effect was observed in the frequency ranges
of 2–3 kHz (see Figure 4a) and 0.7–1.9 kHz (see Figure 4b). Conversely, the 3D-printed ABS samples
produced with the Cartesian and Octagonal structures, whose frequency dependencies of sound
absorption are very similar, are more suitable for damping sound at higher excitation frequencies,
namely in the frequency ranges f = 〈3.0; 6.4〉 kHz (see Figure 4a) and f = 〈1.9; 6.4〉 kHz (see Figure 4b).
Similar structural effect results were found for the 3D-printed ABS samples further tested independently
of the sample thickness and the air gap size.
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3.1.2. Effect of Material Thickness
A material’s ability to reduce noise is significantly influenced by its thickness. Figure 5 demonstrates
the ffect of varying the sample thickne s wh n the t ted sample is mounted directly (s e Figure 5a)
on a solid wall or pl ced at a distance of 10 mm from the wall (see Figure 5b). Th sample thickness
significantly improves sound absorption towards lower excitati n frequenci s. However, increasing the
sample thick ess leads to higher production co ts for t 3D-printed ABS samples. The production
costs of the 3D rinting f c mp nents are generally influe ced by various factors, such as the type of
3D-printed material, the printing layer thickness, the printing speed, the dimensions of the 3D-printed
components, and the printing time. Under the same 3D printing process parameters of a given structure
type, the production costs increase by increasing printing time. Because the ground plan dimensions
of the investigated open-porous ABS samples are identical, an increase in sample thickness (or sample
volume) increases the printing time and thus the production costs of the 3D printing process [33,34].
Therefore, this method is not effective in terms of noise reduction.
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3.1.3. Effect of the Air Gap Size
The air gap size a between the tested ABS sample and the solid wall also has a significant effect on
sound damping. As shown in Figure 6, it is possible to observe a certain number of maxima and minima
of the sound absorption coefficient over the whole frequency range depending on the sample type.
These effects are explained by the sound reflections from the solid wall inside the impedance tube and
by the wavelength of sound λ, which is defined as the speed of sound divided by the frequency [35].
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At the wall surface, the acoustic pressure reaches its maximum value, but the air particle velocity
is zero. Conversely, in the case of a quarter wavelength (see Figure 6a) from the wall W (see Figure 3b),
the acoustic pressure is zero, and the air particle velocity is maximum. When the investigated
porous material is placed at a quarter-wavelength distance from the solid wall, it is possible to
obtain the maximum sound absorption because the air particle velocity is maximum. Similarly, at a
half-wavelength, the air particle velocity is minimum, and the sound absorption coefficient is also
minimum [35,36]. For these reasons, sound absorption maxima occur at odd multiples of quarter
wavelengths in the standing-wave antinodes at the excitation frequencies:
f =
c·(2n+ 1)
4l
(9)
where c is the speed of sound, n is an integer (n = 0, 1, 2 . . . ), and l is the sample distance from the solid
wall (l = a + t/2). Similarly, the sound absorption minima are obtained at even multiples of quarter
wavelengths in standing-wave nodes at the excitation frequencies:
f =
c·n
2l
(10)
Table 2 presents the values of the primary sound absorption axima αmax1 (corresponding to
a quarter-wavelength, i.e., λ/4), the primary sound absorption minima αmin1 (corresponding to a
half-wavelength, i.e., λ/2), and the corresponding excitation frequencies fmax1 and fmin1 of the ABS
samples whose frequency dependencies of the sound absorption coefficient are depicted in Figure 6.
Here, the frequencies fmax1 and fmin1 generally decrease with an increase in the air gap size a.
Therefore, it can be concluded that open-porous structures with air gaps are effective for improving
sound absorption properties at low excitation frequencies instead of increasing the thickness of the
sound absorber, which requires more materials [37].
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Table 2. Primary sound absorption maxima and minima and their corresponding frequencies depending
on the air gap size for the investigated ABS samples with Cartesian and Starlit structures.
Structure Type t (mm) a (mm) fmax1 (Hz) αmax1 (−) fmin1 (Hz) αmin1 (−)
Cartesian 30
0 2096 0.76 4184 0.25
10 1304 0.73 3000 0.23
50 656 0.63 1864 0.22
100 432 0.55 1136 0.17
Starlit 10
0 5328 0.81 - -
10 2064 0.71 5912 0.15
50 904 0.55 2992 0.08
100 552 0.48 1312 0.09
3.1.4. Effect of Excitation Frequency
The excitation frequency f is another important factor that influences the sound absorption
properties of the investigated 3D-printed ABS samples. It is evident (see Figures 4–6) that the highest
value of the sound absorption coefficient is obtained at a given frequency depending on the sample
type. For example, in the case of the sample with the Starlit structure that was mounted directly on
the solid wall (i.e., without the air gap size) inside the impedance tube, the maximum value of the
sound absorption coefficient αmax = 0.81 was observed at the frequency f = 5328 Hz (see Figure 6b) for
a sample thickness t = 10 mm. The same sample type (with a thickness t = 20 mm) that was directly
mounted on the solid wall had the best sound absorption properties (αmax = 0.88) at the frequency
f = 2760 Hz (see Figure 4a). Similarly, the sample with a thickness t = 10 mm and the Starlit structure
placed at a distance of 50 mm from the solid wall had the greatest ability to absorb sound (αmax = 0.84)
at the frequency f = 3648 Hz (see Figure 6b).
Generally, a very low material ability to absorb sound was observed at low excitation frequencies.
In these cases, it is possible to increase the sample thickness (see Figure 5) to improve the sound
damping of the open-porous materials. This method of noise elimination is not effective because
the increase in material thickness is connected with the higher production costs of the investigated
3D-printed ABS materials. It is also possible to improve the sound absorption properties of the
open-porous materials at low excitation frequencies via air-gap magnification (see Figure 6) behind the
tested material sample.
The influence of the excitation frequency on sound absorption is considered based on the noise
reduction coefficient defined according to Equation (3). The different factors that influence the noise
reduction coefficient of the tested open-porous ABS samples are evaluated in the following section.
3.2. Noise Reduction Coefficient
As mentioned above, the noise reduction coefficient NRC is used to describe the average sound
absorption performance of a given soundproofing material.
The dependence of the noise reduction coefficient on the air space size behind the 3D-printed ABS
samples inside the impedance tube (see Figure 3b) is demonstrated in Figures 7 and 8.
The effect of the ABS sample structure on the noise reduction coefficient vs. the air gap size
for the two various sample thicknesses is shown in Figure 7. The graphs in Figure 7 clearly show
that the samples produced with the Starlit structure had higher noise reduction coefficient values,
and thus, better sound absorption properties than the Cartesian and Octagonal structures. For example,
for the ABS sample with a thickness t = 10 mm placed at a distance of 75 mm from the solid wall,
a noise reduction coefficient NRC = 0.235 was observed for the ABS sample produced with the Starlit
structure. However, when the ABS sample was produced with a Cartesian or Octagonal structure,
the value of the noise coefficient (NRC  0.190) was lower (see Figure 7a). Similarly, for the ABS
sample with a thickness of 20 mm that was placed at a distance of 100 mm from the solid wall, a higher
noise reduction coefficient value was observed for the ABS sample produced with the Starlit structure
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(NRC = 0.352) compared to the ABS samples produced with Cartesian (NRC = 0.312) and Octagonal
(NRC = 0.299) structures (see Figure 7b). It was found in this study that the lowest value of the noise
reduction coefficient (NRC = 0.047) was observed for the ABS sample with a thickness t = 10 mm
that was produced with a Cartesian lattice structure and was mounted directly on the solid wall
(i.e., without the air gap size) inside the impedance tube. Conversely, the maximum value of the
noise reduction coefficient (NRC = 0.406) was observed for the ABS sample of a thickness t = 30 mm,
which was produced with the Starlit lattice structure and placed at a distance of 100 mm from the solid
wall of the impedance tube. The above phenomenon is caused by the higher internal friction during the
propagation of an acoustic wave through the Starlit structure, which leads to a higher transformation
of the incident acoustic energy into heat during sound propagation through this structure compared to
the Cartesian and Octagonal structures, whose noise reduction is very similar (see Figure 7). It was
also found that the noise reduction coefficient generally increases with an increase in the material
thickness t and the air gap size a. For example (see Figure 7a,b), if the ABS sample produced with
the Octagonal structure is placed at a distance of 30 mm from the solid wall, the noise reduction
coefficient increases from 0.189 (for t = 10 mm) to 0.250 (for t = 20 mm). For the ABS sample of
thickness t = 10 mm with a Cartesian structure, the noise reduction coefficient increased (see Figure 7a)
from 0.047 (for a = 0 mm) to 0.268 (for a = 100 mm). Likewise (see Figure 8a), the minimum value
of the noise reduction coefficient (NRC = 0.108) for the ABS sample of thickness t = 20 mm with a
Cartesian lattice structure was observed in such a case when the tested sample was mounted directly
(i.e., with a = 0 mm) on the solid wall. When the same ABS sample was placed at a distance of 100 mm
from the wall, the maximum value of the noise reduction coefficient (NRC = 0.312) was found. If this
ABS sample type was mounted directly on the wall, the noise reduction coefficient increased from
0.047 (for t = 10 mm) to 0.260 (for t = 30 mm). Similarly, if this sample was placed at a distance of
100 mm from the wall, the noise reduction coefficient increased from 0.268 (for t = 10 mm) to 0.312
(for t = 30 mm). Similar results were observed for the ABS sample produced with the Octagonal lattice
structure (see Figure 8b). For the ABS specimen with a thickness t = 20 mm, the noise reduction
coefficient increases from 0.121 (for a = 0 mm) to 0.299 (for a = 100 mm). When this specimen is
mounted directly on the solid wall, the noise reduction coefficient rises from 0.051 (for t = 10 mm)
to 0.271 (for t = 30 mm). In the case of the maximum air gap size (i.e., with a = 100 mm) inside the
impedance tube (see Figure 8b), the noise reduction coefficient of this ABS specimen increased from
0.287 (for t = 10 mm) to 0.379 (for t = 30 mm).
Polymers 2020, 12, x FOR PEER REVIEW 9 of 14 
 
Here, the frequencies fmax1 and fmin1 generally decrease with an increase in the air gap size a. 
Therefore, it an be concluded that open-porous structures with air gaps are effective for improving 
sound absorption properties at low excitation frequencies instea  of increasing the thickness of the 
sound absorber, which requires more materials [37]. 
3.1.4. Effect of Excitation Frequency 
The excitation fr quency f is another important factor that influences the sound absorption 
properties of the inves igat d 3D-printed ABS samples. It is evident (see Figures 4−6) that the highest 
value of the sound absorption coefficient is obtained at a given frequency dep nding on the sample 
type. For example, in the case of the sample with the Starlit structure that was mounted directly on 
the solid wall (i.e., without the air gap size) inside the impedance tube, the maximum value of the 
sound absorption coefficient αmax = 0.81 was observed at the frequency f = 5328 Hz (see Figure 6b) for 
a sample thickness t = 10 mm. The same sample type (with a thickness t = 20 mm) that was directly 
mounted on the solid wall had the best sound absorption properties (αmax = 0.88) at the frequency 
f = 2760 Hz (see Figure 4a). Similarly, the sample with a thickness t = 10 mm and the Starlit structure 
placed at a distance of 50 mm from the solid wall had the greatest ability to absorb sound (αmax = 0.84) 
at the frequency f = 3648 Hz (see Figure 6b). 
Generally, a very low material ability to absorb sound was observed at low excitation 
frequencies. In these cases, it is possible to increase the sample thickness (see Figure 5) to improve 
the sound damping of the open-porous materials. This method of noise elimination is not effective 
because the increase in material thickness is connected with the higher production costs of the 
investigated 3D-printed ABS materials. It is also possible to improve the sound absorption properties 
of the open-porous materials at low excitation frequencies via air-gap magnification (see Figure 6) 
behind the tested material sample. 
The influence of the excitation frequency on sound absorption is considered based on the nois  
reduction coefficient defined accor ing t  Equation (3). The different factors that influence the noise 
eduction coefficient of the tested open-porous ABS samples are valuated in the following section. 
3.2. Noise Reduction Coefficient 
As mentioned above, the noise reduction coefficient NRC is used to describe the average sound 
absorpti n perfor ance of a given s undproofing material. 
The dep nd nce of the noise reduction coefficient on the air space size b h nd the 3D-printed 
ABS samples inside the impedance tube (see Figure 3b) is demonstrated in Figures 7 and 8. 
 
Figure 7. Effect of material structure on the noise reduction coefficient vs. air gap size dependencies 
for the investigated ABS samples with the following thicknesses: (a) 10 mm and (b) 20 mm. 
The effect of the ABS sample structure on the noise reduction coefficient vs. the air gap size for 
the two various sample thicknesses is shown in Figure 7. The graphs in Figure 7 clearly show that the 
samples produced with the Starlit structure had higher noise reduction coefficient values, and thus, 
better sound absorption properties than the Cartesian and Octagonal structures. For example, for the 
ABS sample with a thickness t = 10 mm placed at a distance of 75 mm from the solid wall, a noise 
Figure 7. Effect of material structure on the noise reduction coefficient vs. air gap size dependencies for
the investigated ABS samples with the following thickness : (a) 10 m and (b) 20 m .
The ffect of the ABS sample thickness t ise reduction coefficient vs. the air gap size for
two different types of 3D-print d structures (Cartesian and Octagonal) is presented in Figure 8. It is
evident from Figure 8 that the noise reduction coeffici nt increases by in r asing the sample thickness
ind p ndently of the structur ype d the air g p size. For this reason, ample thickness as a
positive influ nce on sound absorption. It is also obvious that the noise coefficient gener lly increases
with an increase in the air gap size.
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The ffect of the ABS s mple structure on the noise reduction coefficient vs. the material thickness
for two various air gap sizes behind the tested ABS samples inside the impedance tube is shown in
Figure 9. It as found again (as with the effect of the air gap size on the noise reduction coefficient;
see Figure 7) that the samples produced with the Starlit structure have better sound absorption
properties than those with Cartesian and Octagonal structures. This effect is especially significant for
smaller sample thicknesses (i.e., for t < 20 mm). It was also found that the noise reduction coefficient
generally increases with an increase in the sample thickness and air gap size (see Figure 9).
The effect f the air gap size on the noise reducti coefficient vs. the material thick ess for two
different types of 3D-printed structures is demonstrated in Figure 10. The noise reduction coefficient
increases with an increase in the air gap size and the sample thickness independently of the structure
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type. Therefore, the sound absorption properties of the investigated open-porous, 3D-printed ABS
samples generally increase with an increase in the air gap size and material thickness.
4. Conclusions
In this work, we investigated the sound absorption properties of open-porous, 3D-printed ABS
samples manufactured using Cartesian, Starlit, and Octagonal structures with the same volume ratios.
It was found that the ABS samples produced with the Starlit structure exhibited a greater ability to
damp noise compared to the other ABS structures examined.
Depending on the ABS sample thickness and the air gap size behind the tested samples inside
the impedance tube, the noise reduction coefficient of the samples produced with Starlit structures
was higher (the increment was between 0 and 0.1) than those with Cartesian and Octagonal structures.
This result is related to the pore spaces and sizes, which have a notable effect on airflow resistivity and
thus on the sound absorption performance of the investigated open-porous structures.
It was also found that low sound damping properties are generally observable at the low excitation
frequencies of an acoustic wave. Hence, it was necessary to increase the material thickness, which was
reflected by the improved sound absorption in the low-frequency region. However, increasing the sample
thickness results in higher manufacturing costs for the 3D-printed ABS samples. Therefore, this method
is not effective for noise reduction. For this reason, we recommend applying open-porous sound
absorbers with air gaps to improve sound damping at low excitation frequencies. This effect was
particularly significant when increasing the air gap size, which resulted in a shift of the primary sound
absorption maxima to lower excitation frequencies. Depending on the ABS sample thickness and
structure type, the frequency of the primary sound absorption maxima decreased from f max1  〈2.0; 6.1〉
kHz for the ABS samples mounted directly (without an air gap) on the solid wall of the impedance tube
to fmax1 = 〈416; 656〉Hz for the ABS samples placed at a distance of 100 mm from the wall.
Author Contributions: Conceptualization, M.V. and K.M.; methodology, K.M. and M.V.; software, M.V.;
validation, P.P.M., K.M., and D.K.; formal analysis, P.P.M.; investigation, M.V.; resources, J.T.; data curation, J.T.;
writing—original draft preparation, M.V. and K.M.; writing—review and editing, P.P.M.; visualization, D.K.;
supervision, M.V. and K.M.; project administration, K.M. and M.V.; funding acquisition, M.V. and K.M. All authors
have read and agreed to the published version of the manuscript.
Funding: This work was supported by the European Regional Development Fund in the Research Centre of
Advanced Mechatronic Systems project, project number CZ.02.1.01/0.0/0.0/16_019/0000867 within the Operational
Programme Research, Development and Education; as well as with direct support from the Ministry of Education,
Science, Research, and Sport of the Slovak Republic through the projects KEGA 007TUKE-4/2018 and APVV-19-0550.
Acknowledgments: The authors would like to thank the Ministry of Education, Science, Research, and Sport of the
Slovak Republic for its direct support of this research through the projects KEGA 007TUKE-4/2018 and APVV-19-0550,
as well as the European Regional Development Fund in the Research Centre of Advanced Mechatronic Systems
for its financial support of this research through the project number CZ.02.1.01/0.0/0.0/16_019/0000867 within the
Operational Programme Research, Development, and Education.
Conflicts of Interest: The authors declare no conflict of interest.
References
1. Yang, W.D.; Li, Y. Sound absorption performance of natural fibers and their composites. Sci. China Technol.
Sci. 2012, 55, 2278–2283. [CrossRef]
2. Gan, W.S.; Kuo, S.M. An integrated audio and active noise control headsets. IEEE Trans. Consum. Electron.
2002, 48, 242–247. [CrossRef]
3. Luo, L.; Sun, J.W.; Huang, B.Y. A novel feedback active noise control for broadband chaotic noise and random
noise. Appl. Acoust. 2017, 116, 229–237. [CrossRef]
4. Chang, C.Y. Simple Approaches to Improve the Performance of Noise Cancellation. JVC/J. Vib. Control
2009, 15, 1875–1883. [CrossRef]
5. Kuo, S.M.; Mitra, S.; Gan, W.S. Active Noise control System for Headphone Applications. IEEE Trans. Control
Syst. Technol. 2006, 14, 331–335. [CrossRef]
Polymers 2020, 12, 1062 13 of 14
6. Chang, C.Y. Efficient active noise controller using a fixed-point DSP. Signal Process. 2009, 89, 843–850.
[CrossRef]
7. Utsuno, H.; Tanaka, T.; Fujikawa, T.; Seibert, A.F. Transfer-function method for measuring characteristic
impedance and propagation constant of porous materials. J. Acoust. Soc. Am. 1989, 86, 637–643. [CrossRef]
8. Fakrul, M.; Che, S.; Putra, A.; Kassim, D.H.; Alkahari, M.R. 3D-printed lattice structure as sound absorber.
Proc. Mech. Eng. Res. Day 2019, 2019, 287–288.
9. Sim, S.; Kwon, O.M.; Ahn, K.H.; Lee, H.R.; Kang, Y.J.; Cho, E.B. Preparation of polycarbonate/poly(acrylonitrile
-butadiene-styrene)/mesoporous silica nanocomposite films and its rheological, mechanical, and sound
absorption properties. J. Appl. Polym. Sci. 2018, 135, 1–14. [CrossRef]
10. Wang, Y.; Zhang, L.; Daynes, S.; Zhang, H.; Feih, S.; Wang, M.Y. Design of graded lattice structure with
optimized mesostructures for additive manufacturing. Mater. Des. 2018, 142, 114–123. [CrossRef]
11. Cao, L.; Fu, Q.; Si, Y.; Ding, B.; Yu, J. Porous materials for sound absorption. Compos. Commun. 2018, 10, 25–35.
[CrossRef]
12. Gulia, P.; Gupta, A. Sound attenuation in triple panel using locally resonant sonic crystal and porous material.
Appl. Acoust. 2019, 156, 113–119. [CrossRef]
13. Yoon, W.U.; Park, J.H.; Lee, J.S.; Kim, Y.Y. Topology optimization design for total sound absorption in porous
media. Comput. Methods Appl. Mech. Eng. 2020, 360, 112723. [CrossRef]
14. Rosli, N.A.; Hasan, R.; Alkahari, M.R.; Tokoroyama, T. Effect of process parameters on the geometrical
quality of ABS polymer lattice structure. Proc. SAKURA Symp. Mech. Sci. Eng. 2017, 2017, 3–5.
15. Kim, B.S.; Kwon, S.; Jeong, S.; Park, J. Semi-active control of smart porous structure for sound absorption
enhancement. J. Intell. Mater. Syst. Struct. 2019, 30, 2575–2580. [CrossRef]
16. Jimbo, K.; Tateno, T. Design of isotropic-tensile-strength lattice structure fabricated by AMAMによる製作を
想定した引張強度に関して等方性を有する格子構造の設計. Trans. JSME 2019, 85, 18-00098. (In Japanese)
17. Salomons, E.M.; Lohman, W.J.A.; Zhou, H. Simulation of sound waves using the lattice Boltzmann method
for fluid flow: Benchmark cases for outdoor sound propagation. PLoS ONE 2016, 11, e0147206. [CrossRef]
18. Zvolensky, P.; Grencik, J.; Kasiar, L.; Stuchly, V. Simulation of sound transmission through the porous material,
determining the parameters of acoustic absorption and sound reduction. MATEC Web Conf. 2018, 157, 2058.
[CrossRef]
19. Chen, M.; Jiang, H.; Zhang, H.; Li, D.; Wang, Y. Design of an acoustic superlens using single-phase
metamaterials with a star-shaped lattice structure. Sci. Rep. 2018, 8, 2–9. [CrossRef]
20. Stansbury, J.W.; Idacavage, M.J. 3D printing with polymers: Challenges among expanding options and
opportunities. Dent. Mater. 2016, 32, 54. [CrossRef]
21. Bourell, D.; Pierre, J.; Leu, M.; Levy, G.; Rosen, D.; Beese, A.M.; Clare, A. Materials for additive manufacturing.
CIRP Ann. 2017, 66, 659–681. [CrossRef]
22. Pantazopoulos, G.A. A Short Review on Fracture Mechanisms of Mechanical Components Operated under
Industrial Process Conditions: Fractographic Analysis and Selected Prevention Strategies. Metals 2019, 9, 148.
[CrossRef]
23. Brenne, F.; Niendorf, T.; Maier, H.J. Additively manufactured cellular structures: Impact of microstructure
and local strains on the monotonic and cyclic behavior under uniaxial and bending load. J. Mater. Process.
Technol. 2013, 213, 1558–1564. [CrossRef]
24. Koizumi, T.; Tsujiuchi, N.; Adachi, A. The development of sound absorbing materials using natural bamboo
fibers. High Perform. Struct. Mater. 2002, 4, 157–166.
25. Borlea, A.; Rusu, T.; Ionescu, S.; Cretu, M.; Innescu, A. Acoustical materials—Sound absoring materials made
of pine sawdust. Rom. J. Acoust. Vib. 2011, 8, 95–98.
26. Tiwari, W.; Shukla, A.; Bose, A. Acoustic properties of cenosphere reinforced cement and asphalt concrete.
Appl. Acoust. 2004, 65, 263–275. [CrossRef]
27. Buratti, C. Indoor noise reduction index with an open window (Part II). Appl. Acoust. 2006, 67, 383–401.
[CrossRef]
28. International Organization for Standardization. ISO 10534-2, Acoustics-Determination of Sound Absorption
Coefficient and Impedance in Impedance Tubes-Part 2: Transfer-FunctionMethod; ISO/TC 43/SC2 Building Acoustics;
CEN, European Committee for Standardization: Brussels, Belgium, 1998; pp. 10534–10542.
29. Han, F.S.; Seiffert, G.; Zhao, Y.Y.; Gibbs, B. Acoustic absorption behaviour of an open-celled alluminium
foam. J. Phys. D Appl. Phys. 2003, 36, 294–302. [CrossRef]
Polymers 2020, 12, 1062 14 of 14
30. Cheerier, O.; Pommier-Budinger, V.; Simon, F. Panel of resonators with variable resonance frequency for
noise control. Appl. Acoust. 2012, 73, 781–790. [CrossRef]
31. Doutres, O.; Atalla, N.; Dong, K. Effect of the microstructure closed pore content on the acoustic behavior of
polyurethane foams. J. Appl. Phys. 2011, 110, 064901. [CrossRef]
32. Zhai, W.; Yu, X.; Song, X.; Ang, L.Y.L.; Cui, F.; Lee, H.P.; Li, T. Microstructure-based experimental and
numerical investigations on the sound absorption property of open-cell metallic foams manufactured by a
template replication technique. Mater. Des. 2018, 137, 108–116. [CrossRef]
33. Baich, L.; Monogharan, G.; Marie, H. Study of infill print design on production cost-time of 3D printed ABS
parts. Int. J. Rapid Manuf. 2015, 5, 308–319. [CrossRef]
34. Derossi, A.; Caporizzi, R.; Azzollini, D.; Severini, C. Application of 3D printing for customized food. A case
on the development of a fruit-based snack for children. J. Food Eng. 2018, 220, 65–75. [CrossRef]
35. Everest, F.A. Absorption of sound. In Master Handbook of Acoustics, 4th ed.; McGraw-Hill: New York, NY,
USA, 2001; pp. 179–233.
36. Lim, Z.Y.; Putra, A.; Nor, M.J.M.; Yaakob, M.Y. Sound absorption performance of natural kenaf fibres.
Appl. Acoust. 2018, 130, 107–114. [CrossRef]
37. Putra, A.; Or, K.H.; Selamat, M.Z.; Nor, M.J.M.; Hassan, M.H.; Prasetiyo, I. Sound absorption of extracted
pineapple-leaf fibres. Appl. Acoust. 2018, 136, 9–15. [CrossRef]
© 2020 by the authors. Licensee MDPI, Basel, Switzerland. This article is an open access
article distributed under the terms and conditions of the Creative Commons Attribution
(CC BY) license (http://creativecommons.org/licenses/by/4.0/).
